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PROCESS FOR MANUFACTURING A SKI OR 
LIKE BOARD FOR GLIDING OVER SNOW 

FIELD OF THE INVENTION 

The present invention relates to a process for making a ski 
or other board for gliding over snoW, such as a snoW-surf or 
monoski, comprising an upper envelope made of plastics 
material. 

BACKGROUND OF THE INVENTION 

Documents FR-A-2 702 668 and FR-A-2 740 981 can be 
cited as state of the art. They disclose processes of manu 
facture Which enable a decorated ski to be obtained. To that 
end, it is necessary, before the operation of moulding of the 
ski, to carry out relatively expensive cutout operations in at 
least one layer constituting the structure of the ski. 

It is an object of the invention to obtain a ski, or other 
board for gliding over snoW, Which comprises, on the 
surface, embedded elements Which are constituted by ele 
ments of additional layers, these elements being of reduced 
dimensions, and the corresponding process being particu 
larly simple and therefore inexpensive. 

SUMMARY OF THE INVENTION 

This object is attained, according to the invention, by a 
process for making a ski or the like, comprising an outer 
upper envelope made of plastics material covering at least 
one ?brous and/or metallic reinforcing layer, alone or 
superposed, characteriZed in that it consists: 

before the operation of moulding this ski, in pre-bonding 
on the plastics sheet Which is intended to constitute said 
outer envelope, at least one localiZed additional sheet, 

in using a mould With an inner surface Which is recess 
and boss-free at the level of said localiZed additional 

sheet(s), 
in embedding said additional sheet(s) in the assembly 

constituted by the outer plastics envelope and the 
reinforcing layer, during moulding of said ski, Without 
it having been necessary to that end to form corre 
sponding recesses in elements of the stack forming the 
structure of the ski. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention Will be more readily understood on reading 
the folloWing description of a non-limiting embodiment 
thereof, With reference to the accompanying draWings, in 
Which: 

FIG. 1 is a plan vieW of a ski made by the process 
according to the invention. 

FIG. 2 is a demi-cross section of this ski along line II—II 
of FIG. 1. 

FIG. 3 is a median cross section of this same ski, along 
line III—III of FIG. 1. 

FIG. 4 is a partial median longitudinal section of this same 
ski, made along line IV—IV of FIG. 1. 

FIG. 5 shoWs, in order to illustrate the process for 
producing the ski according to FIGS. 1 to 4, the upper 
protecting and decorative sheet thereof placed ?at before the 
operation of moulding and comprising the additional ele 
ments of the invention. 

FIG. 6 is a vieW in section along line VI—VI of FIG. 5. 
FIG. 7 shoWs, in cross section along line II—II of FIG. 1, 

the elements constituting the ski When they are in place in 
the mould just before the latter is closed. 
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DESCRIPTION OF PREFERRED EMBODIMENT 

Referring noW to the draWings, and ?rstly to FIGS. 1 to 
4 and 7, it is question of a ski incorporating a synthetic core 
and of “DUALTEC” ® type. 

This ski conventionally comprises: 
a loWer sole I for slide bordered by lateral metallic edges 

2, 3 and surmounted by a reinforcing layer 23, for 
example constituted by a textile lap; 

a core 4 made of polyurethane, obtained by injection; 
lateral reinforcing sideWalls 5, 6 on either side of the core 

4; 
an upper plastics layer 7 for protection and decoration, 

internally lined With a reinforcing fabric 8, for example 
constituted by a textile lap, and Which rests laterally on 
the sideWalls 5 and 6; the thickness of the plastics layer 
7 is at least equal to 0.6 millimeter; the thickness of the 
reinforcing fabric 8 is of the order of 1 millimeter. 

In accordance With the present embodiment of the 
invention, the surface of the ski receives three additional, 
localiZed elements, formed by plates of reduced dimensions 
and of small thickness, of the order of 0.5 to 1 millimeter for 
example, Which are embedded in the layers covering the 
core 4, namely : the upper plastics layer 7 and the textile 
reinforcing lap 8: 

a central plate 9 Which is provided, on the upper face of 
the ski, in the binding mounting area 12; 

tWo lateral plates 10, 11 of elongated shape, Which are 
provided, over a limited length and on the tWo respec 
tive lateral sideWalls of the ski, in the area included 
betWeen the binding mounting area 12 and the front tip 
13. 

As is clearly seen in FIG. 4, these plates, here the central 
plate 9, are embedded in the plastics protecting and deco 
rative layer 7 and its ?brous reinforcing lap 8, Which 
consequently each present a compression forming a recess 
corresponding to these spots. Compression of these tWo 
layers 7, 8 is obtained under the effect of the pressure of 
closure of the mould 21, 22 (FIG. 7) so that their upper face 
14 arrives substantially ?ush With the upper surface 15 of the 
plastics layer 7. 

The process according to the invention makes it possible 
to obtain products comprising elements inlayed in the 
assembly constituted by the protecting sheet and the rein 
forcing layer Without it being necessary to make cutouts in 
this assembly or a recess in the rigid core. In effect, a cut-out 
localiZed in the core might provoke a longitudinal rupture of 
the ?bers constituting the textile reinforcement adjacent this 
core, Which Would be detrimental to the characteristics of 
resistance of the ski. 

It is important that the glass, carbon or kevlar ® ?bers 
constituting this textile layer conserve a good longitudinal 
surface evenness in order to perform a correct function of 
reinforcement. 
The elements are therefore inlayed, during the moulding 

operation, by embedding relatively ?exible plates betWeen 
the bottom of the lid of the mould and the rigid core by 
compressing the intermediate Walls constituted by the pro 
tecting layer 7 and the textile reinforcing layer 8 pre 
impregnated With resin. 

It should be noted that the same mould 21, 22 enables 
models of skis, With or Without additional plates 9, 10, 11, 
to be obtained, the lid 22 of the mould not comprising a 
recess. 

The process of manufacture Which enables the ski Which 
has just been described to be produced, Will noW be 
explained With particular reference to FIG. 5. 
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For manufacturing this ski, an outer plastics sheet 7 Will 
?rstly be chosen, Whose thickness is at least equal to 0.6 
millimeter, and preferably 1 millimeter. 

According to FIG. 5, the additional plates 9, 10, 11, cut 
out for eXample from a ?ne metallic foil, or a ?ne sheet of 
polyethylene, or a material presenting damping properties, 
are added ?at, for eXample by adhesion, at the desired spots 
on this plastics sheet 7, itself placed ?at. 

The assembly is then conventionally placed in the bottom 
of mould 21, above all the elements of the ski, as shoWn in 
FIG. 7. 

FIG. 7 illustrates a so-called traditional operation of 
moulding, consisting in positioning in the bottom of mould 
21 the pre-siZed elements of the structure of the board, 
namely: 

the loWer sole 1 and the edges 2, 3 
the loWer reinforcing fabric 23 
the hard core 4 

the sideWalls 5, 6 
the upper reinforcing fabric 8 
the outer decorative sheet 7 coated With said localiZed 

additional elements 9, 10, 11, then in closing the mould 
by its lid 22. 

Hot treatment under pressure of the different resins bonds 
all the elements constituting the ski in position. 
Consequently, the layers 8 and 7, With elements 9, 10, 11 
Which cover them, are applied very strongly—and hot— 
against the internal, uniformly smooth face of the mould lid. 
Layers 7 and 8 are then compressed, as in FIG. 4, to leave 
room, in a recess 16 of conjugate shape, for each of the 
additional elements such as element 9, these elements then 
being ?ush With the layer 7, With the result that, after cooling 
and removal from the mould, the different layers conserve 
the state that they acquired in the mould. A ?nished ski is 
then obtained, of the same type as described hereinabove 
With reference to FIGS. 1 to 4, ie a ski Where the additional 
elements 9 to 11, typically for protection and/or decoration, 
are embedded in the upper surface of the ski so as to be 
virtually ?ush With this surface. 

Typically, the localiZed additional elements 9 to 11 may 
be metallic, of thickness typically included betWeen 0.05 
and 0.2 millimeter, of plastics material, of thickness typi 
cally included betWeen 0.2 and 1 millimeter, or of elastic or 
visco-elastic material, of thickness typically included 
betWeen 0.5 and 3 millimeters. 

It goes Without saying that the invention is not limited to 
the embodiment Which has just been described. The addi 
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4 
tional plates 9—11 might be composed of a plurality of either 
superposed or juxtaposed materials. An intermediate layer, 
typically made of rubbery or visco-elastic material (or other 
supple material presenting properties of damping), might be 
interposed betWeen the additional elements 9 to 11 (or 
certain of them) and the upper plastics layer 8 of the ski. 

It should be noted that, if the additional plates are made 
of elastic material, rubber for example, there Will be partial 
embedding of these plates, during the moulding operation, 
then, after removal from the mould, decompression of these 
elastic plates Which Will then, ?nally, be slightly in relief 
With respect to the surface of the decorative sheet, and not 
?ush thereWith as in the embodiment described hereinabove 
and shoWn in the draWings. 
What is claimed is: 
1. A process for making a ski or board for gliding over 

snoW, comprising an outer upper envelope made of plastic 
materials covering at least one internal reinforcing layer, 
Wherein it comprises the folloWing steps of: 

before the operation of moulding said ski, pre-bonding on 
an upper plastic sheet Which is intended to constitute 
said outer upper envelope at least one localiZed addi 
tional sheet Which is received at an upper surface of 
said ski, 

using a mould With an inner surface Which has no local 
iZed recesses or bosses to accommodate said at least 
one localiZed additional sheet, 

inlaying said localiZed additional sheet by compressing an 
assembly constituted by the outer upper envelope and 
the at least one internal reinforcing layer during moul 
ding of said ski to leave room in a recess of conjugate 
shape for said localized additional sheet, said localized 
additional sheet then being ?ush With the outer upper 
envelope. 

2. The process of claim 1, Wherein a protecting and 
decorative sheet of said ski presents a thickness of at least 
equal to 0.6 millimeters. 

3. The process of claim 1, Wherein a metallic material is 
chosen for said localiZed additional sheet. 

4. The process of claim 1, Wherein a plastic material is 
chosen for said localiZed additional sheet. 

5. The process of claim 1, Wherein a visco-elastic material 
is chosen for said localiZed additional sheet. 

6. The process of claim 1, Wherein an elastic material is 
chosen for said localiZed additional sheet. 


